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(54) Spiral-flow barrel finishing machine 

(57) This invention relates to a spiral-flow barrel fin-, 
ishing machine comprising a cylindrical stationary me- 
tallic barret (3) equipped with lining layer (2) at the lower 
inside and a rotating barrel (6) which equipped with lin- 
ing layer (5) on a metallic rotational body (4) and loosely 
engaged with lower part inside of said cylindrical sta- 
tionary barrel so as to rotate freely. And this invention 
discloses the spiral-flow barrel finishing machine with 
an object to keep a constant clearance (5) between in- 
ner wall of the stationary barrel (1 ) and outer wall of the 
rotating barrel (6), not relating with the temperature 



change and the moisture content change. 

The spiral-flow barrel finishing machine of the 
present invention is characterized in that a measure (7) 
to allow for thermal expansion having a specific vertical 
width, properly corresponding to the vertical width of the 
clearance, is circularly arranged between inner wall (1 ) 
of the metallic stationary barrel and outer wall of the lin- 
ing layer (2) on the metallic stationary (3) barrel, to make 
allowance for thermal expansion of the lining layer (2) 
on the stationary barrel toward wall (1) side of the me- 
tallic stationary barrel. 



FIG. 2 
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Description 

Field of the Invention 

This invention relates to a barrel finishing machine. s 
Particularly, this invention relates to a spiral-flow barrel 
finishing machine comprising a cylindrical stationary 
barrel and a rotating barrel which loosely engaged with 
lower part and inside of said cylindrical stationary barrel 
so as to rotate freely, with an object to keep a constant 10 
clearance between inner wall of the stationary barrel 
and outer wall of the rotating barrel, not relating with the 
temperature change and the moisture content change. 

Prior Art is 

There were some prior arts which disclose a variety 
of procedures for preventing a clearance between the 
stationary barrel and the rotating barrel of the spiral-flow 
barrel finishing machine from changing of its horizontal 20 
width, which is caused by thermal expansion. For ex- 
ample. Japanese patent under Provisional Publication 
No. 5-38670 and Japanese utility model under Provi- 
sional Publication No. 3-11 30358 disclosed an invention 
and a device where a stopper is installed inside of lining 25 
layer on periphery of a rotating barrel to control defor- 
mation of the lining due to thermal expansion. Japanese 
utility model under Provisional Publication No. 57-53858 
disclosed a device where a foreign material is used for 
a fine clearance at either a stationary barrel part op- 30 
posed to the fine clearance or a rotating barrel part op- 
posed to the fine clearance. And furthermore, Japanese 
- utility model under Provisional Publication No. 51-621 91 
disclosed a device where a clearance between a sta- 
tionary barrel and a rotating barrel is adjusted vertically. 35 

These prior art procedures produce some negative 
effects as follows: 

a) The procedure for installing a stopper within the 
lining layer on periphery of the rotating barrel can 40 
not afford to prevent either the clearance from 
shrinking due to thermal expansion in the severe 
usage for long time or durable life of the lining from 
shortening, due to exposure of the stopper caused 

by abrasion of the lining layer. If the stopper is ex- 45 
posed by abrasion of the lining layer, it is necessary 
to re-install the lining layer A bimetal type stopper 
may be available, but an increase in the cost is prob- 
lematic. 

b) The procedure for using a foreign material at ei- so 
ther the stationary barrel part or the rotating barrel 
part may accelerate abrasion either the materials, 
resulting in its short durable life. 

c) The procedure for a vertically adjusting a clear- 
ance requires an adjusting mechanism, so that it is 55 
problematic due to not only an increase in the cost 

but also poor sealability. 
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Summary of the Invention 

While studying direction about thermal expansion' 
of the lining layer, which is installed on the inner wall of 
the stationary barrel, it has been found that, although 
the lining layer inside the metallic stationary barrel is to 
be expanded on heating toward the metallic stationary 
barrel, it is blocked to expand by the metallic wall of sta- 
tionary barrel, so that this thermal expansion is forced 
to divert the direction toward center (inner) of the sta- 
tionary barrel (resulting in reducing a horizontal width of 
clearance between inner wall of the lining layer on the 
stationary barrel and outer wall of the lining layer on the 
rotating barrel). 

Thereupon, in accordance with this invention, as a 
measure to allow for thermal expansion of the lining lay- 
er installed in lower part inside the stationary barrel, a 
flexible layer having a specific vertical width, which can 
be deformed by thermal expansion of the lining layer in- 
stalled in lower part inside the stationary barrel, is circu- 
larly arranged between inner wall of the metallic station- 
ary barrel and outer wall of the lining layer installed in 
lower part inside the metallic stationary barrel, so that 
the heretofore mentioned problem has been resolved. 
In this specification, said flexible layer is called as a 
measure to allow for thermal expansion. 

Namely, in a spiral-flow barrel finishing machine 
comprising a cylindrical metallic stationary barrel 
equipped with lining layer at lower part inside thereof 
and a rotating barrel equipped with lining layer at upper 
part of the metallic rotating body, keeping a specific 
clearance between these lining layers and said rotating 
barrel is loosely engaged with inside of said metallic sta- 
tionary barrel so as to block lower part thereof, the spiral- 
flow barrel finishing machine of this invention is charac- 
terized in that a measure to allow for thermal expansion 
is circularly arranged between inner wall of the metallic 
stationary barrel and outer wall of the lining layer in- 
stalled in lower part inside the metallic stationary barrel, 
having a specific vertical width corresponding to the ver- 
tical width of the clearance formed between inner wall 
of the lining layer on the metallic stationary barrel and 
outer wall of the lining layer on the rotating barrel. 

In the above description, a measure to allow for 
thermal expansion may be made up by installing an eas- 
ily deformable elastic layer or air layer, used by alone or 
combined, between inner wall of the metallic stationary 
barrel and outer wall of the lining layer installed in lower 
part inside the metallic stationary barrel. 

Furthermore, it may be altered, a cylindrical metallic 
stationary barrel may be comprised by a cast-iron body 
and a polyurethane lining layer installed in lower part 
inside the said cast-iron body, and a measure to allow 
for thermal expansion may be made up by installing a 
continuous-porous material layer between inner wall of 
the said cast-iron stationary barrel and outer wall of the 
said polyurethane lining layer. Moreover, a measure to 
allow for thermal expansion may be made up by molding 



BNSOOCID: <EP 0791 430A1 _l_> 



EP 0 791 430 A1 



irregularities on outer wall of the lining layer facing to 
inner wall of the said cast-iron stationary body. 

As described above, by circularly arranging a meas- 
ure to allow for thermal expansion of the lining layer in- 
stalled in lower part inside the metallic stationary barrel 
between inner wall of the metallic stationary barrel and 
outer wall of the lining layer installed in lower part inside 
the said metallic stationary barrel, the said lining layer 
may be feasible to expand freely on heating toward the 
wall side of the said metallic stationary barrel. Accord- 
ingly, the clearance between the stationary barrel and 
the rotating barrel of the spiral-flow barrel finishing ma- 
chine can always be kept constant, not relating with the 
temperature change and the moisture content change. 

In the above description, the vertical width of the 
said measure to allow for thermal expansion may be re- 
quired to have a specific correlation with the vertical 
width of the clearance between inner wall of the lining 
layer installed in lower part inside the metallic stationary 
barrel and outer wall of the lining layer installed on ro- 
tating barrel, because at least by choosing the same 
size for both vertical widths, preferably larger size for 
the former, the said clearance can be adjusted to keep 
constant at every position across the vertical width of 
the said clearance. 

Namely, the before described measure to allow for 
thermal expansion of the lining layer installed in lower 
part inside the metallic stationary barrel is circularly ar- 
ranged, and its vertical width is preferable to be about 
3-fold larger than the vertical width of the clearance to 
be adjusted. The reason of why is that adjustment of the 
clearance can be carried out more correctly and easily 
comparing with the case when the width is not targe 
enough as 3-fold size. Also, even if the vertical width is 
chosen to be much larger than the 3-fold size, neither 
specific effects of adjustment of the clearance nor profits 
in manufacturing and cost are expected. Practically, ver- 
tical width of the measure to allow for thermal expansion 
is determined for preventing the size of clearance be- 
tween the stationary barrel and the rotating barrel from 
being affected by the thermal expansion of the lining lay- 
er installed in lower part inside the metallic stationary 
barrel. 

Furthermore, in the above description, it is prefera- 
ble to locate the measure to allow for thermal expansion 
of the lining layer installed in lower part inside the me- 
tallic stationary barrel at almost the same height as the 
clearance between these barrels is positioned. By tak- 
ing such as almost same height, it is feasible to effec- 
tively adjust the clearance while keeping the clearance 
uniformly across the every vertical direction. 

Moreover, in the above description, thickness of the 
measure to allow for thermal expansion such as thick- 
nesses of the elastic layer, air layer and continuous-po- 
rous material layer, or height or depth of irregularities in 
lining layer facing to inner wall of the metallic stationary 
barrel, are chosen to have equivalent absorptive power 
for thermal expansion of the lining layer installed in lower 



part inside the metallic stationary barrel, orientating to 
inner wall thereof. 

For example, assuming that 0.5— 1 .5 mm of thermal 
expansion of the lining layer installed in lower part inside 
s the metallic stationary barrel takes place at 60-70 de- 
gree C temperature of the stationary barrel or the rotat- 
ing barrel, at least 6 mm thickness of the measure to 
allow for thermal expansion is required. But, in case of 
the air layer, the 4 mm-thick layer may be enough to at- 

10 tain the purpose. 

Then, since the lining layer on the rotating barrel 
expands on heating outwardly (toward narrowing the 
clearance between inner wall of the lining layer installed 
in lower part inside the metallic stationary barrel and out- 

is er wall of the lining layer on the rotating barrel) and the 
lining layer on the stationary barrel also expands on 
heating outwardly (toward widening the said clearance), 
the clearance between the stationary barrel and the ro- 
tating barrel remains constant (that is to say, it remains - 

20 design size) in the case when no different amounts of 
the thermal expansion exist between these lining layers. 
Accordingly, in order to keep a constant clearance be- 
tween the stationary barrel and the rotating barrel, it is 
desirable that the external thermal expansion of the lin- 

25 jng layer on the rotating barrel (toward narrowing the 
clearance) and the external thermal expansion of the lin- 
ing layer on the stationary barrel (toward widening the 
clearance) are kept at relatively the same rate at each 
temperature range. 

30 in the above description, if the lining layer on* the 
stationary barrel is thick and the lining layer on the ro- 
tating barret is thin, as the temperature increases, 
amount of thermal expansion of the former lining layer 
becomes so large that some adjustment may be carried 

35 out to let a part of the former lining layer capable to- ex- 
pand inwardly by increasing deformation resistance of 
the measure to allow for thermal expansion (e.g. by us- 
• ing continuous-porous material layer). Thereupon, by 
choosing the measure to allow for thermal expansion (e. 

40 g. continuous-porous material layer) with required thick- 
ness, such as with 4 mm thickness, instead of usual 6 
mm thickness, a method to preferably adjust the thermal 
expansion may be achieved; i.e. outward expansion of 
the lining layer on the stationary barrel is proceeded 

45 smoothly at the initial stage, and then two-way expan- 
sions such as outward and inward expansions of the lin- 
ing layer on the stationary barrel are caused along with 
the increase of the amount of thermal expansion as the 
temperature increases according to the deformation re- 

50 sistance of the measure to allow for thermal expansion 
having a specific thickness such as with 4 mm thickness. 
In this method, the purpose may be achieved by adjust- 
ing not only thickness but also vertical width of the meas- 
ure to allow for thermal expansion (e.g. continuous-po- 

55 rous material layer). 

Further, another spiral-flow barrel finishing machine 
of this invention comprises a cylindrical stationary barrel 
and a rotating barrel equipped with lining layer at upper 
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part of the metallic rotational body wherein a specific 
clearance is kept between inner wall at lower part of said 
cylindrical stationary barrel and outer wall of the lining 
layer on said rotating barrel which loosely engaged with 
inside of said cylindrical stationary barrel so as to block s 
lower part thereof, characterized in that the cylindrical 
stationary barrel is made of the same material as that of 
the lining layer on the rotating barrel. 

In this case, for example, provided that lining layer 
of the rotating barrel is made of polyurethane, the cylin- 10 
drical stationary barrel may be made by polyurethane. 
By doing so, when the rotating barrel expands outward 
on heating, the stationary barrel expands outward at the 
same rate, so that the clearance between these barrels 
remains constant not relating with the temperature /5 
change and the moisture content change. Also, in this 
case, it is not necessary to install a special measure to 
allow for thermal expansion, such as elastic layer, air 
layer or continuous-porous material layer, or irregulari- 
ties of lining layer facing inner wall of the metallic sta- 20 
tionary barrel, between inner wall of the metallic station- 
ary barrel and outer wall of the lining layer installed in 
lower part inside the metallic stationary barrel as the be- 
fore described cases. 

In accordance with this invention, since the clear- 2$ 
ance between stationary barrel and rotating barrel is al- 
ways kept constant, as explained above, even if the 
clearance is determined as fine as allowable at the be- 
ginning of the design, any worrisome problem such as 
closing and meltdown of the clearance may be prevent- 30 
ed. It gives another profitable outcome of being able to 
polish or finish materials in the barrel using fine work- 
pieces, thin plate workpieces, fine abrasive chips with- 
out taking account of their blocking or fastening on the 
clearance between the stationary barrel and the rotating 35 
barrel. 

In the case when continuous-porous material is 
used as a measure to allow for thermal expansion of the 
polyurethane lining, the said continuous-porous materi- 
al having a specific vertical width and specific thickness 40 
is fixed on a definite part of inner wall of the metallic 
stationary barrel at the first, and then the lining layer may 
be equipped inside the metallic stationary barrel by the 
same molding procedure; which has been adopted in 
manufacturing conventional spiral-flow barrel finishing 45 
machine, without causing any further cost other than the 
cost required for manufacturing conventional spiral-flow 
barrel finishing machine. 

The rotating barrel of spiral-flow barrel finishing ma- 
chine of this invention has advantageous effect so that 50 
installation of a stopper in the lining layer of rotating bar- 
rel for controlling thermal expansion of the said lining 
layer, as described in prior art, and thinning of a lining , 
layer on the stationary barrel are not necessary. Hither- 
to, since thick lining layer of the stationary barrel yields . 55 
large amount of inward expansion on heating, the upper 
thickness of lining layer on the stationary, barrel has 
been limited. 
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According to the present invention, the thickness of 
lining layer on the stationary barrel may be increased , 
comparing to that of conventional spiral-flow barrel fin- 
ishing machine, the spiral-flow barrel finishing machine 
of the present invention may be used for a long time, 
since it takes long time till the lining layer on the station- 
ary barrel is worn off. Therefore, the life span of spiral- 
flow barrel finishing machine may be increased, and it 
may provide a cost merit comparing to the structure of 
prior art in which the stopper is installed in the lining lay- 
er of rotating barrel. 

Brief Description of Drawings 

FIG.1 shows a front view, partially in cross section, 
of a preferred embodiment of this invention. 

FIG. 2 shows an enlarged sectional view of the pre- 
ferred embodiment illustrated in FIG. 1, with certain 
parts omitted. 

FIG. 3 shows an enlarged sectional view of the sec- 
ond preferred embodiment, with certain parts omitted. 

FIG. 4 shows an enlarged sectional view of the third 
preferred embodiment, with certain parts omitted. 

FIG. 5 shows an enlarged sectional view of the . 
fourth preferred embodiment, with certain parts omitted. 

FIG. 6 shows an enlarged sectional view of the fifth 
embodiment, with certain parts omitted. 

FIG. 7 shows an enlarged sectional view of the sixth 
preferred embodiment, with certain parts omitted. 

EXAMPLE 1 

A preferable embodiment of this invention will be 
described hereinafter by using accompanying drawings. 

As shown in Fig. 1 and Fig. 2, a cast-iron stationary 
barrel 1 whose inside and lower part is integrated with 
polyurethane lining layer 2 is referred to as stationary 
barrel 3. In this stationary barrel 3, a continuous-porous 
neoprene rubber plate 7 with a specific thickness (e.g. 
6 mm) was circularly arranged between inner wall at 
lower part of the cast-iron stationary barrel 1 and outer 
wall of the polyurethane lining layer 2 (Fig. 1 ). This con- 
tinuous-porous neoprene rubber plate 7 is called as a 
measure to allow for thermal expansion. Meanwhile, a 
cast-iron rotational barrel 4 equipped with polyurethane 
lining layer 5 at upper part thereof to block bottom part 
of the stationary barrel 3 is referred to as rotating barrel 
6 (Fig. 2). 

Vertical width of the neoprene rubber plate 7 is, for 
example, 70 mm. The size of vertical width of neoprene 
rubber plate 7 is determined according to the size of ver- 
tical width of clearance S between stationary barrel 3 
and rotating barrel 6. Anyhow, the sizes of vertical width 
and thickness of neoprene rubber plate 7 are deter- 
mined under the condition that the size of clearance S 
between stationary barrel 3 and rotating barrel 6 is sta- 
bilized or kept almost constant at every time, not relating 
. with the thermal expansions of the polyurethane lining 



BNSDOCID: <EP 0791430A1_U> 



EP 0 791 430 A1 



8 



layer 2 and the polyurethane lining layer 5. 

The rotating barrel 6 is loosely engaged with lower 
part inside the stationary barrel 3 so as to rotate freely 
and oppose to each other forming a fine clearance S (e. 
g. 0.1 — 1 mm) (Fig. 2). In this embodiment, the vertical 5 
width of the clearance S between stationary barrel 3 and 
rotating barrel 6 is, for example, 20 mm. As shown in 
Fig. 1 and Fig. 2, the neoprene rubber plate 7 is located 
at almost same height as the clearance S is positioned. 

In Figure 2, an air vent 8 is used for venting the oc- 10 
eluded air, which was occluded in the continuous-po- 
rous neoprene rubber plate 7, when the continuous-po- 
rous neoprene rubber plate 7 is deformed by thermal 
expansion of the polyurethane lining layer 2. Also, in Fig. 
2, numerals 9 and 1 0 illustrate rotation axis and support- is 
ing bottom of the stationary barrel 3, respectively. 

In this embodiment, while the barrel 6 filled with 
workpieces and abrasive chips is rotating, temperatures 
of the stationary barrel 3 and the rotating barrel 6 in- 
crease (e.g. around 60 degree C) as the progress of the 20 
finishing process, wherein the polyurethane lining layer 
5 of the rotating barrel 6 expands on heating to the arrow 
direction 1 1 (outward) resulting in narrowing clearance 
S; on the other hand, the lining layer 2 of the stationary 
barrel 3 expands on heating to the arrow direction 12 25 
(toward inner wall of the cast-iron stationary barrel 1), 
resulting in broadening clearance S. 

In this case, if the effects of thermal expansion of 
these lining layers 2, 5 on the clearance S are compen- 
sated by each other, the clearance S always remains 30 
constant. On the other hand, if thermal expansion of the 
polyurethane lining layer 5 is smaller than that of the 
polyurethane lining layer 2, the clearance S becomes 
wider. 

Therefore, the clearance S can be kept constant, 35 
even if the barrel finishing machine is used for long time 
under severe conditions by determining the thicknesses 
of polyurethane lining layers 2 and 5, and the vertical 
width and thickness of continuous-porous neoprene 
rubber plate 7 in order to adjust the effects of thermal 40 
expansions of these lining layers 2 and 5 on the clear- 
ance S may be compensated by each other. 



EXAMPLE 2 



45 



The embodiment of Fig. 3 is carried out by using an 
air layer 1 3, in place of the continuous-porous neoprene 
rubber plate 7 in Example 1 , wherein the air layer 1 3 is, 
for example, set as 3—4 mm thick and 5—7 cm vertical 
width. These sizes of thickness and vertical width of air so 
layer may be varied depending upon the condition. 

Also, the same effect is expected by forming outer 
wall of polyurethane lining layer 2 in irregularities such 
as forming concave parts 15 and convex parts 14 on 
outer face of the polyurethane lining layer 2 as illustrated S5 
in Fig. 4, or by forming circular slits 16 (Fig. 5) or longi- 
tudinal slits 17 (Fig. 6). 

The vertical width, and the height or depth of the 



said irregularities 14, 15, 16, 17 may be chosen to have 
equivalent absorptive power for thermal expansion of 
polyurethane lining layer 2 toward the inner wall of sta- 
tionary barrel 1. 

Furthermore, provided that a continuous-porous 
neoprene rubber plate 18 and an air layer 19 are ar- 
ranged in combination as shown in Fig. 7, the same ef- 
fect is expected. 

Although the present invention has been described 
with reference to the particular preferred embodiments, 
it should be understood that various changes and mod- 
ifications may be made within the spirit and scope of the 
invention as defined in the appended claims. 



Claims 

1 . A spiral-flow barrel finishing machine comprising a 
metallic cylindrical stationary barrel equipped with 
lining layer at lower part inside thereof and a rotating 
barrel which is equipped with lining layer at upper 
part of a metallic rotational body, keeping a specific 
clearance between inner wall of the lining layer on 
said metallic stationary barrel and outer wall of the 
lining layer on said rotating barrel wherein said ro- 
tating barrel is loosely engaged with inside of said 
metallic stationary barrel so as to block lower part 
thereof, characterized in that a measure to allow for 
thermal expansion having a definite vertical width, 
corresponding to the vertical width of the clearance 
between inner wall of the lining layer on the metallic 
stationary barrel and outer wall of the lining layer on 
the rotating barrel, is circularly arranged between 
inner wall of the metallic stationary barrel and outer 
wall of the lining layer on the said metallic siationary 
barrel. 

2. The spiral-flow barrel finishing machine described 
in claim 1 , characterized in that, a measure to allow 
for thermal expansion comprises elastic layer or air 
layer, used by alone or in combination, which is eas- 
ily deformed due to thermal expansion of lining layer 
on the metallic stationary barrel and installed be- 
tween inner wall of the metallic stationary barrel and 
outer wall of the lining layer on the metallic station- 
ary barrel. 

3. The spiral-flow barrel finishing machine described 
in claim 1 , characterized in that a metallic cylindrical 
stationary barrel comprises a cast-iron stationary 
barrel and a polyurethane lining layer installed in 
lower part inside the said cast-iron stationary barrel, 
and a measure to allow for thermal expansion com- 
prises continuous-porous material layer, which is 
arranged between inner wall of said cast-iron sta- 
tionary barrel and outer wall of said polyurethane 
lining layer. 
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4. The spiral-flow barrel finishing machine described 
in claim 1 , characterized in that a measure to allow 
for thermal expansion comprises irregularities, 
which are formed on outer wall of the lining layer on 
the metallic stationary barrel and facing inner wall s 
of the said metallic stationary barrel. . 

5. A spiral-flow barrel finishing machine comprising a 
cylindrical stationary barrel and a rotating barrel 
which is equipped with lining layer at upper part of 10 
a metallic rotational body, keeping a specific clear- 
ance between inner wall at lower side of said cylin- 
drical stationary barrel and outer wall of the lining 
layer on said rotating barrel wherein said rotating 
barrel is loosely engaged with inside of said cylin- is 
drical stationary barrel so as to block lower part 
thereof, characterized in that the cylindrical station- 
ary barrel is made of the same material as that of 

the lining layer of the said rotating barrel. 

20 
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FIG. 1 
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FIG. 6 
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